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What is claimed is : 



^\ i. Device for the production of gasket layers for single or 
multiple layered gaskets from one respective gasket layer 
section of ;a starting material comprising several 
^ continuous gasket layer sections / comprising. 



a follow-on combination tool y/ith several machining 

ff I / 

q stations following one another along a direction of feed, 

the gasket layer sections being machined in said stations 
during operating cycles, .wherein at least one of the 
machining stations is designed as a station for cutting 
5! outer contour lines, facing outer contour lines of two 

ny / . • j 

ffj gasket layers adjacent to one another being cut in said 

0 cutting station by means of a tool for cutting outer 



7 

contour lines, and/ 

a feeding device for moving the gasket layer sections 
further along /the direction of feed by a feed distance 
between two operating cycles, 

wherein th^tool for cutting outer contour lines is 
designed /uch that the outer contour lines of the two 
ad j aceny gasket layers are cut with the same cutting edge 
and that: the feed distance is essentially the same as the 
extension of the outer contour of a finished gasket layer 
or a /group of finished gasket layers along the direction 
of feed. 
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2. Device as defined iri claim 1, wherein at least one of the 
machining stations isjdesigned as a free-cutting station 
arranged in front of Ythe station for cutting outer 
contour lines in tpe ai/rfeofeton of feed, at least one 
free-cutting area b^irfg cut out of the starting material 
in said free-cutting station, the cutting edge of the 
tool for cutting outer Icontour lines of the station for 
cutting outer contour lknes dipping into said free- 
£3 cutting area during the \cut ting procedure. 

XXL I 

r-5 s v 

ts=sr \ 

iLJLi I 

S 3. Device as defined tn claim 2, wherein the free-cutting 

fU tool of the free-cAitting station is designed such that 

frf the edge of the frde-cutting area extends transversely to 
the outer contour lp_nes cut by the tool for cutting outer 

La contour lines. 



4. Device as defined in\ claim 3, wherein the free-cutting 
tool of the free-cutting station is designed such that 

H 1 the edge of the freeAcutting area extends essentially at 

right angles to the obiter contour lines cut by the tool 
for cutting outer contour lines. 

5. Device as defined in dlaim 1, wherein the station for 
cutting outer contour lines is designed as a separating 
station, the adjacent gasket layers being separated 
completely from one andither in said station. 

6. Device as defined in claim 5, wherein the station for 
cutting outer contour libies is the last machining station 
of the follow-on combinaVion tool in the direction of 
feed. 
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Device as definec 
■tool for cutting 
edge form with onje 



in claim 1, wherein the surfaces of the 
puter contour lines forming the cutting 
another an angle of approximately 90° • 



Device as defined in claim 1, wherein the feed distance 
is essentially the same as the extension of the outer 
contour of a group of finished gasket layers and that at 
least one of the machining stations is designed. as a 
separating station, adjacent gasket layers of the group 
being separated completely from one another in said 
station. 

Process for the p reduction of gasket layers for single or 



multiple layered 
section of a star 



Ijaskets from one respective gasket layer 
ing material comprising several 
continuous gasket 1 layer sections, wherein the gasket 
layer sections are machined during operating cycles in a 
follow-on combinatlion tool having several machining 
stations following! one another along a direction of feed, 
wherein at least one of the machining stations is 
designed as a station for cutting outer contour lines, 
facing outer contour lines of two adjacent gasket layers 
being cut in said station by means of a tool for cutting 
outer contour lines!, and 



wherein the gasket layer sections are moved further along 
the direction of feid by a feed distance by means of a 
feeding device betwelen two operating cycles, 

wherein the outer contour lines of the two adjacent 
gasket layers are cut with the same cutting edge of the 
tool for cutting outer contour lines and that the feed 



distance is selected to be essentially the same as the 
extension of the outer contour of a finished gasket layer 
or a group of finished gasket layers along the direction 
of feed. \ 

Process as defined in claim 9, wherein at least one of 
the machining stations* is designed as a free-cutting 
station arranged in front of the station for cutting 
outer contour lines inJbhe direction of feed, at least 
one free-cutting area/4Delng>cut out of the starting 
material in said f red(-cu¥tting station, the cutting edge 
of the tool for cutting outer contour lines of the 
station for cutting outerl contour lines dipping into said 
free-cutting area during the cutting procedure. 

Process as Refined in claim 10, wherein the free-cutting 
area is cut W the free-cutting tool of the free-cutting 
station such Vhat the edge of the free-cutting area 
extends transversely to the outer contour lines cut by 
the tool for cutting outer contour lines. 

Process as definek in claim 11, wherein in that the free- 
cutting area is cu\ by the free-cutting tool of the free- 
cutting station suck that the edge of the free-cutting 
area extends essentially at right angles to the outer 
contour lines cut by the tool for cutting outer contour 
lines. \ 




- 26 - 



Process as demned in claim 9, wherein the adjacent 
gasket layers are separated completely from one another 
in the station tor cutting outer contour lines designed 
as a separating \ station. 

Process as defined in claim 13, wherein the station for 
cutting outer contour lines is the last machining station 
of the follow-on bombination tool in the direction of 
feed* \ 

Process as defined\in claim 9, wherein the outer contour 
lines are cut in thte station for cutting outer contour 
lines by means of a\cutting edge formed by surfaces of 
the tool for cuttingl outer contour lines forming with one 
another an angle of ^approximately 90°. 

Process as defined in\ claim 9, wherein the feed distance 
is selected to be essentially the same as the extension 
of the outer contour o\f a group of finished gasket layers 
and that adjacent gask&t layers of the group are 
separated completely frbm one another in a separating 
station, \ 

Process as defined in clkim 16, wherein the group of 
gasket layers comprises at least two gasket layers, the 
facing outer contour linete of said layers being cut with 
the same cutting edge of k tool for cutting outer contour 
lines. \ 
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Process as defined 



in claim 16, wherein the group of 
gasket layers comprises at least two gasket layers, the 
outer contour lines of said layers being designed to be 
essentially point slymmetric to one another, 



19. Gasket, comprising at least one gasket layer, produced in 
accordance with the process as defined in claim 9 



m 



20. Gasket a^ defined in claim 19, wherein the outer, contour 
of the gakket layer comprises a free-cutting line cut by 
a free-cutVing tool and an outer contour line cut by the 
tool for cutting outer contour lines, said free-cutting 
and outer co#ovir l^es together forming a corner. 



21. Gasket as def^n&d in claim 20, wherein the gasket 
comprises at leaVt one additional gasket layer projecting 
beyond the corner\on the first gasket layer. 

22. Gasket as defined in claim 20, wherein the gasket 
comprises at l&ast one additional gasket layer comprising 
an outer contoiir line section following the course of the 
outer contour line or the course of the free-cutting 
line, a second duter contour line section smoothly 
adjoining said duter contour line section in the area of 
the corner of th^ first gasket layer. 

23. Gasket as defined in claim 21, wherein the additional 
gasket layer is produced by means of a follow-on 
combination tool, \the feed distance with said tool being 
greater than the extension of the outer contour of the 
finished gasket layer along the direction of feed. 



